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CARGO BASKET BODY FABRICATION - COMMON 


General 


These instructions apply to al! cargo basket body assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69811, Revision 3 - 
Standard Low Mounted Basket 
94511, Revision 0- Extra-Wide Low Mounted Basket 
94611, Revision 0- Extra-Wide Low Mounted Ski Basket 
76611, Revision 0 - 
High Mounted Ski Basket 
Options 
70404, Revision 2 - 
Front end cutout - 
698 
70411, Revision 0 - 
Front end cutout - 
945/946 


Eurocopter AS350/AS355 - 
left or right 
77611, Revision 1-Short Basket 
76411, Revision 3 - 
Médium Basket (left or right) 
78411, Revision 2 - 
Long Basket 
94011, Revision 0- Extra Large (ski) Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
764/776/784/940 


Robinson R44 - 
left or right 
90611, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80211, Revision 0-Short Basket 
80311, Revision 0 - Médium Basket 
81111, Revision 0 - 
Long Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
802/803/811 


Bell 429 - 
right or left 
95911, Revision 0 - 
Standard Basket 


Bell Médium - 
left or right 
75111, Revision 0 - 
Standard Basket 
95511, Revision 0 - 
Extra Large (ski) Basket 
Options 
70407, Revision 1 - 
Front end cutout - 
751 
704, Revision - 
Front end cutout - 
955 


MD600 
82811, Revision 0-Standard Basket 


Options - 
Applicable to ail models 
70403, Revision 5-Auxiliary Latch 
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CARGO BASKET BODY FABRICATION - COMMON ' 
' 
. 
Complété 


(initial orSCA#) 
Z> 
m 
Work Order: 
of7- 3^3 


Date Open: ' 
^ ûJ/ 
1. Rim Assembly-Basket Body 


a. Cut and fit %" x 0.035 material to fit rim jig. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


G. Remove writing on tubes with acetone and scotch bright. 


d. For extra large baskets - 
drill #30 (0.129) vent holes to vent stringer tubes into rims 
e. 94611 (206L/407 XL ski) only - drill for 4 threa^e^il^shings ^^fe asse 


2. Weld Rim Assembly. 


a. Record welding rod PO on attached material list. 
b. 94611 (206L/407 XL ski) only - weld 4 threaded Ijs^ings into Aj^ard rin^be 


3. Inspection 
^^5 
V5 
Qck 


a. Rim for complété welds 


r m. 
m 


m 
4. Frame assembly - 
body 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing, hoops, etc.) 


b. Grind corner welds from step 2 on rim to allow hoops to sit flat. 


c. Pull required hoops from stock - standard, attachment, handie. 


i. If hoops are not in stock see detailed procédure sheet for spécifie hoop fabrication, 


il. Ensure vent hole is located at centre of tube to vent spine tubes. 


d. Assemble hoops with attachment lug locating jig and hoop spacing jig. 


i. Ensure correct order and orientation of hoops. Refer to drawing. 


1. Attachment lugs are on inboard side. 


2. Handie bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 


il. Run 3/8-24 tap into attachment lugs to ensure clearthreads. 


iii. Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 
^ 


iv. Attach inboard and outboard hoop spacing jigs to ail hoops using 1" C-clamps. Raise jigs" 


approximately 2" off table to allow room to weld around hoops. 


V. Attach bottom (spine) jig to ail hoops using 1" C-clamps along the centre line of the 


basket. Ensure jig is straight prior to tightening ail clamps. 


e. Cut Vi" X 0.035 material to fit spine jig. 


f. Cut >2" X 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 


i. Refer to applicable drawing for position, not required on some baskets. 


g. Option: Cut Yi" x 0.035 material for front end cutout. Record material PO on attached material 


list. 


h. 90611 (R44) only: Cut Vi" x 0.035 material to fit front end structure. Record material PO on 


attached material list. 


i. 
Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 
* 


't. 
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J- 


k. 


I. 


m. 


a. 


b. 


Complété 


(initial or SCA #) 
Record hoop WOs and material POs on attached material list. 
Remove writing on tubes with acetone and scotch bright. 
insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 
Align hoops to rim in accordance with drawing. General positions: 


i. Extra large baskets 


1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 
2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSIDE of rim 


ii. Ail other baskets 


1. inboard side of hoops (attachment side) aligns to INSIDE of rim 
2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to 
of rinr except R4^^ 
^ 
Ma 
Ensure lug locating jig and hoop locating jigs are in place, jigs must remain in place for as long 
as practical during welding. 


5. TIG weld frame to rim assembly. 


c. 


d. 


Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 
are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 
Robinson R44 (90611) requires fitting and welding of forward end after remainder of 
frame is welded. Use jig to support front hoop. 
Record welding rod PO on attached material Ijs tA 
>3^ 


Inspection 


a. Frame assembly for complété welds. 


7. Mesh assembly. 


a. 


b. 


c. 


d. 


Pull sheet of expanded mesh from stock. Record material PO on attached materiaUist. 
Cut mesh to size for body. 


2. 


Remove surface rust with scotch-brite. 
Bend body mesh - use table with bend markings on top. Lock wheels on table, 


i. For extra wide baskets only- 
1. Set %" angle along edge of table under mesh sheet. Set 1.5" square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 
Bend upper edge of sheet just past a cell intersection to make a flange 2.5" - 
3.25" wide. Gloser to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 
Bend down by hand as far as possible, then use a hammer to flatten the bend 


tight against the angle on the edge of the table. 
Using markings on table, align sheet to indicated edge. 
Using markings on table, align 3" tube to required position and clamp tube in place. 
Bend mesh by hand tightiy over tube along length of tube. 
Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 


place. 
Bend mesh by hand tightiy over tube along length of tube. 


3. 


ii. 


iii. 


iv. 


V. 


vi. 
e. Install attachment lug jig onto basket frame. 
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Complété 


(initial or SCA #) 


f. Ensure end struts are welded in basket frame if required by the drawing. 


g. Insert mesh into basket. 


i. General 


1. Some cells may interfère with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not eut cells off. 


2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 


3. Ensure mesh reaches ail edges of basket BEFORE trimming. Regardiess of 


progress in clamping, remove clamps and shift mesh if required. 
4. Ensure cleco clamps are placed from the inside of the basket to allow removal 


during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed prior to welding. 


ii. Extra large baskets only - 
seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 


iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 


iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 


into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 


V. Clamp mesh to spine in at least 1 place per section. 


vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 
clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove ail extra clamps. 


vil. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 


rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 
are tapered and may require /4 to 1 cell to be removed over some or ail of the length of 
the basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 
with duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 


trimming. 


viii. Trim ends to land on hoops, at mesh intersections if possible. 


h. Cut mesh to fit ends. Record material PO on attached material list. 


Remove surface rust with scotch-brite. 
Ensure mesh is cut at intersections where possible. 
Bend top edge of mesh l/8"-3/16" down at 45 degrees 


iv. Cut for front end cutout if required. 
90611 (R44) only: Cut mesh to fit upper forward end. Record material PO on attached material 


list. 
Remove surface rust with scotch-brite. 
Ensure mesh is cut at intersections where possible. 
Bend top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 


Page 4 of 6 
30 November 2013 


"-'Mi ' 


CARGO BASKET BODY FABRICATION - COMMON 


8. Weld mesh to frame assembly per drawing. 


a. Ensure lug locating jig is in place prior to welding. 
General welding requirements for ail baskets, MIG welding: 


i. Every intersection at top edges. 


Every intersection at ends. 


b. 


II. 


Complété 


(initial or SCA #) 


iii. 


iv. 


V. 


vi. 


vil. 


c. 


d. 


e. 


f. 


First 5 intersections down on hoops, then every second intersection. 


Every intersection along spine. 


Extra large baskets - 
every intersection along corner. 
Every intersection around ends 


Every intersection along struts (if applicable) 
Bend and trim cells bent in to fit mesh as required and weld in position. 


Grind high spots off body mesh welds on ends before welding end mesh. 
90611 (R44) only - 
weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 
Record welding rod PO on attached material list. 
^ 


Weld basket components 


a. TIG weld lid prop bushing(s), one or two per drawing, 


i. Record welding rod PO on attached material list. 


ii. Record lip prop bushing WO on attached material list. 


TIG weld caps to close top of 1" hoops as applicable. 
b. 


c. 


d. 


94611 (Bell206L/407 XL ski) only: eut rim over cross tube gap. 


i. Cut inboard rim on aft end. Grind flush with hoops. 


ii. TIG weld caps on open tubes. 


iii. Record cap material PO on attached material list. 
95911 (Bell 429) only: placard bracket to forward upper corner of basket. 


i. Record welding rod PO on attached material list. 


ii. Record placard bracket WO on attached material list. 


10. Clean up 


a. Grind high spots off mesh welds. 


b. 


c. 


d. 


Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. Do not tighten in corners of hoops, mesh will be deformed. 


Drill #9 through lid prop bushing(s). De-burr hole(s). 
Remove surface rust with scotch-brite pad. 
oiL nlL cM. Jl jé 


b. 


c. 


11. Final Inspection 
To be completed by a différent person than the previous steps. 


a. Basket body assembly for complété welds, and required minimum mesh weld locations. 


Filled vent holes - 
usually on hoops 


Overall condition and conformity to drawing(s). 


i. Hoops for height. 


ii. Rim for width and length and alignment. 


iii. Lid prop lugs in correct ends. 


iv. Fore/aft strut in hoop if required by drawing. 


Material lists complété. 
d. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 
e. Tag complété basket body assembly in préparation for powder coating. 
12. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 


d. Tag basket body assembly and place into stock in préparation for assembly. 


AO 
hO 
Aô 
AO 
73-04 
^3-04 
^3-04 73-04 
02 
02 
07 
07 
m 


[ 


i 
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Work Order: '^Q] 
'7— f? n 


Date Opened:. Jûu^ 'ZOlV 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 
Extra Large Basket Body Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


94011 
94011-01 
Basket Assembly 


Step 1 
Rim Assembly 


. 2 
- 
3/4" Tube - Long Rim (97") 
4130 Steel, %" x 0.035 Sqr. Tube 
ly c<^r/ 


. 2 
- 
3/4" Tube - Short Rim (25.5") 
4130 Steel, %" x 0.035 Sqr. Tube 
isoTz. 
. 1 
- 
3/4" Tube - Long Stringer (95.5") 
4130 Steel, y/ x 0.035 Sqr. Tube 
! 
7cc^ 
. 4 
- 
3/4" Tube - Short Stringer (2.25") 
4130 Steel, %" x 0.035 Sqr. Tube 
! 
-y OIJV (^CèPf 


Step 2 
Weld Rim Assembly 


. A/R 
- 
Welding Rod 
ER70S-2 TIG Rod 


Step 3 
Inspection - RIm 
None 


Step 4 
Frame Assembly 


. 4 
94030-01 
Hoop - standard 
4130 Steel, Yz" x 0.035 Sqr. Tube 


. 2 
94023-01 
Hoop - attachment 
•él H 
Zc> f 7- ! 
^ 3 
S-fe ojbt<r 


. 5 
- 
1/2" Tube - spine 
4130 Steel, y/ x 0.035 Sqr. Tube 
I703B: 


Step 4.g. 
70406 
70406-01 
Option: Front End Cutout 


70406-03 
1/2" Tube 
4130 Steel, Vi' x 0.035 Sqr. Tube 
/ 703^ 
70406-04 
1/2" Tube 
4130 Steel, y/ x 0.035 Sqr. Tube 
! 
7 
03S^ 


Step 5 
Weld Frame Assembly 


. A/R 
- 
Welding Rod 
ER70S-2 TIG Rod 
IHOJ3 


Step 6 
Inspection - Frame Assembly 
None 


Step 7 
Mesh Assembly 


. 1 
~ 
Mesh (Body - 56" x 96") 
3/4-16F Expanded Mild Steel sheet 
Unof 


. 2 
~ 
Mesh (End-25" X 18") 
3/4-16F Expanded Mild Steel sheet 
Il ce? 


Work Order: 


Date Ooened: 
^ 
^/7 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Extra Large Basket Body Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 8 
Weld Mesh 


. A/R 
— 
Welding Rod 
ER70S-6 MIG Wire 


Step 9 
Weld Basket Components 


. 2 
49215-01 
Spacer (Lid prop) 
304 Stainless Steel, /4" Dia. 


. A/R 
Welding Rod 
ER308L TIG Rod 
/H02. 
8- 


Step 10 
Clean Up 
None 


Step 11 
Inspection - Final Assembly 
None 


Step 12 
Powder Coating 
nof^/iioca'inosç 
0) H co 


KSCRIP710N OF CHANGE 
NTIALS 
Dec 22/08 
ADO BEU 2068 
14.4 (AS390) 
UO (2068) 
I1H£ BLOCK UPOATEK LONO/EXTRA LARGE CONFICURATtON ADOED TO SHT. 2 
4/07/2014 


THtS DRAWMC IS AN CPTIONAJ. CONFIGURATION FOR THC FORWARD ENO ONLY 
RCMAINDER OF BASKET (S TO SE IN ACCOROANCC MTH THE FQUOWNC DRAWNG 
EUHOCOPTER AS350/ASW5: 78411 (LONG) OR 94011 (EXTRA LARCE) 
eea 206e: sim (long) 


3. MELONC OF 4130 STIEL TO 0E C0MP1XTED BY CTAW METHCO 10 AMS 2685C 
NCLOINC RCO SHALL CONFORM TO ER70S-2 OR EOUVALENT 


. DRIU. #30 (0.129) HaES TO VENT Tl«ES INÎO BASKET HOOP ANO/OR RM 
WHEN ASSEMBLY IS COMPLETE. FUI ALL EXPOSEO VCNT HOLES MTH ROSETTE HCLO 


&. THOROUGHLY OEAN ANO POVOER COAT BASKET SUB-ASSEMBUES PRIOR TO ASSEMBLY. 


3/4-16f 05 MESH 
as X ao3s wau. tube 
70406-03 03 TUBE 
4130 STSL CONO. N 
ML-T-6736 
SEE NOTE 1 
BASKET BOOY ASSEMBLY 
70406-D1 01 BASKET BOOY ASSEMBLY 


PART NO 
MATERIAL SPEC 
STOCK S1ZE 


USr CF MATERIALS 
AERO DESIGN LTD 
JETF CLARKE 
BSBBA MAUSPOU ROAD 
POim. RIVER. BC. CANADA, V8A 003 
@ 
BASKET BODY ASSEMBLY 
UNŒSS OTHERMSE SPECFED 
ONENSiONS ARE N INCHES. 
TOLERANCES ON: 
DEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2' 
X.XX 
±0.03 
±0.1 


OUICK RELEASE CARGO BASKET 
OPEN FORWARD END MODIFICATION 


70406 
SHCn 2 OF 2 


Z.OI7' 8^ /ffC r-H ^ 


REV. 
DES(»PT10N or CHANGE 
NTIALS 
DATE 
0 
INITIAL ISSUE 
1 
TITIE BLOCK UPOATCD: CHANGCD 36273-01 TO 84263-01: ITEM fS AOOEO 
BJC 
10/07/2014 
«CLbHC ROO UPOATEO; « OF WELDS DO«N BRACC TUBES wtttASU!) 


[«U. t/4' THROUGH BOnCU OF RH 
4 NOUS EVENLY SPACCD 
U>CATU> BCrCCN MCSK CELLS 


(18.00) 


BOTTOM VIEW 
TfP 
AHACHiCNT OF UESH TO RM 
«EU) EACH M1ERSECDCM 
ATTAOUCNT CF NESH TD dtOSS UEHBCRS; 
«EU) FUfST PIVC N1ERSEC1X3NS 
mCN EVCRY SECOND MTERSECnON 
AOOTIONM. ICLDS ARC PERUTTEO AS REOUftCO 


-PLACARD BRACKET 


aJ8 


SECTION A-A 


SCWX 1:2 


END VIEW 


CROSS iCNeCR) 


05) A 
DRU 1/2* THRCIX» OU1BOARD SOC OF T\JGC 
NSERT SPACER FUUY AND «EU) IN PLACE 
DRU NO. 9 (0196) THROOCK AF7CR «OONC 
TmCAL BOm ENDS 


NOTES: 


1. RCMOVE AU BURRS AND BREAK SHARP EDGEIS. 


2. «CLDMG CF 4130 STEEL TO BE CCUPinEO BY CTA» WETHOO TO AMS 26BSC 


4130 AND 1016 STEEL: NEUHN6 ROO SHAU CCNFORM TO ER70S-2 OR EOUIVALENT. 


STAWIESS AND 4130 STEEU «CLOWG ROO SHAU COHFORM TO CR908L OR EQUIVALENT. 


INSTAU ITEM S (UO HAtOlE PROVISKINS ASSCUBIY) M ACCORDANa «ITH AERO DESKW LTD. 


DRAWlINC 84263. 
DRU «30 (0.129) HOLES IN LONC TUBC ICMeCRS AT BRACE LOCATIONS TO NCNT «CLO CASSES. 
«*<£N ASSCMH.Y IS COHPIETE. FU AU EXPOSED NCNT HOLES WTH ROSETTE «CUL 


&. FMSH: THOROUGHLY CLEAN AND POWOER COAT UO ASSCUBLY. 


Al 
a1 


-A 


TOP VIEW 
@ 
LID ASSEMBLY 


1 
36204-1D 
64263-01 
06 


flA 
PLACARD BRACKET 
1 
UD KANOLE PR0N4SMNS ASSEMBLY 
2 
49218-01 04 SPACCR 
A/k 
3/4 - 
16F 03 MESH 
MILD STCa 
COUMEROAL 
a/K 
02 SOUARE TUBE 
4130 STEEL CONO. N 
Mn.-T-6736 
a75 X 0.033 SQR TUBE 
94012-01 
01 
UO ASSEMBLY 


PART NO. 
ITEM 
DESCRIPTION 
MATER]AL 
MATERIAL SPEC 
STOCK SIZE 


ÛTY 
UST CF MATERIALS 


a RATHWEU 


C. BURCOiN 


UNIESS OTHERVfSE SPCOFIEO 
DNENSIONS ARC N iNCHES. 
TOLERANCES ON; 
OEOMALS 
ANGLES 
)L)C<X ±0.010 
±1/2" 
)L)0( 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


BBOBA UALASPDU ROAO 
POVQi, nVXR. BC. CANADA. V8A 009 
T&s »M4«»m 


EUROCOPTER AS350 Se AS355 SERIES 
QUICK RELEASE CARGO BASKET 
UO ASSEMBLY (EXTRA LARGE) 


SHEET 1 OF 1 
Al 
94012 


■ ft! 


CARGO BASKET LID FABRICATION - COMMON 


General 


These instructions apply to al! cargo basket lid assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69812, Revision 3 - 
Standard Low Mounted Basket; Extra-Wide Low Mounted Basket 


94612, Revision 0- 
Extra-Wide Low Mounted Ski Basket 
76612, Revision 0 - 
High Mounted Ski Basket 


Eurocopter AS350/AS355 - 
left or right 


77612, Revision 1-Short Basket 
69812, Revision 3 - Médium Basket (left and right) 
78412, Revision 2 - 
Long Basket 
94012, Revision G - 
Extra Large (ski) Basket 


Robinson R44 - 
left or right 
90612, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 


80212, Revision 0-Short Basket 
80312, Revision 0 - Médium Basket 
81112, Revision 0 - 
Long Basket 


Bell 429 - 
right or left 


95912, Revision 0-Standard Basket 


Bell Médium - 
left or right 


75112, Revision 0-Standard Basket 
95512, Revision 0- Extra Large (ski) Basket 


MD600 


82812, Revision 0-Standard Basket 


Options 
70405, Revision 3 - Walkway 
70402, Revision 1-Lid Door 
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CARGO BASKET LID FABRICATION 
i 
Complété \ 
I 
(initial or SCA #) 
^ 
WorkOrder: gC?/7- ^ 
\ 


DateOpen: -J Ht" 2,0/ 
^ 
i 
(r 
tr 
SW 
VMtM 
1. RimAssembly-Basket.Lid 


a. Cut and fit %" X 0.035 material to fit rim jig, 45 degree ends. 


i. 1 or 2 lid prop bushing holes in short tube - 
refef to drawing 


b. Record material PO on attached material list. 
c. Remove writing on tubes with acetone and scotch^ight. 


2. Weld Rim Assembly 
__û^ -r-C^ 
a. Record welding rod PO on attached material lis^^ 


3. Inspection 
-06— 7?5 
^ 
^ 


a. RÎm for complété welds 
Q< 
rXI I 11 Iwl \i>W I I 1 
I c 
Lw WCIUj 


4. Frameassembly-Lid 
^Û4 
m 


a. General 


i. Vent holes shall be #30 (0.129), and located inside thë structure wherever possible to 


allow venting of weld gasses through existing holes (i.é. lid prop bushing) 


b. Insert rim from step 2 into jig. 
I 


c. Cut and fit %" x 0.035 material, 21" long, for lid cross membersi 


d. Record material PO on attached material list. 


e. Remove writing on tubes with acetone and scotch bright. 


f. 
Drill vent holes into rim to vent cross members in'to rimY ' 
: 
I ^ 


g. Locate cross members in lid rim. Referto drawing for spacing of cross members. Clamp cross 
members with C-clamps to jig. 


^^"0^ ^^"0^ 
5. Frame assembly - 
Lid with optional walkway modification /Tg ^ 
iOg ^ ^ 


a. Fit cross members to rim in accordance with step 4. 


b. Attach walkway jig with C-clamps. Ensure correct orientation of rim, refer to drawing. 


c. Cut Vi" X 0.035 material for walkway stringers to fit between lid cross members. Record 


material PO on attached material list. 


d. Drill vent holes into cross members at walkway stingers. 


e. Align walkway stringers on walkway jig using cleco clamps near both ends of each stringer, and 
clamp stringer to jig using a C-clamp in the centre. 


6. Weld frame assembly. 
OS 


a. Record welding rod PO on attached material list. 
b. Jigs must remain in place for as long as practical durj^welding.^^ ^ 


7. Inspection 


a. Frame assembly for complété welds. 
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CARGO BASKET LID FABRICATION 


8. Mesh assembly. 


Complété 


(initial or SÇA #) 


Note: 95912 (Bell 429) does net have mesh. Skip to step 10. 


a. Pull sheet of expanded mesh from stock. Record matériel PO on attached material list. 


Cut mesh to size for lid. 
Remove surface rust with scotch-brite. 
Ensure lid is prepared for mesh on the correct sid 


b. 


c. 


d. 
Aô 
AO 
AO 
M 
Weld mesh to frame assembly per drawing. 


a. General welding requirements for ail lids: 


i. Every intersection on ail edges. 


il. First 5 intersections along cross members, then every second intersection. 


MIG weld both short sides. 
b. 
0 


c. 
Clamp lid over spacer at centre of lid to pre-tension mesh 


i. 
for lids under 76" 


ii. 1" (check) for lids over 76" 
Weld remainder of mesh as indicated in a. 
Record welding rod PO on attached material lislAO 
^3-04 
10. Weld lid components. 
..^5 


a 


d. 


e. 


Handie brackets, locate in accordance with drawing. 


AO- 


05 


AO 


3^-0 
05 


Ar 


05 ïlli 


b. 


i. Standard location: Y»" outside of last cross member on both ends. 


ii. Record handie bracket WO and welding rod PO on attached material list. 


Lid prop bushing(s). 


i. one or two in accordance with drawing. 


ii. Record lip prop bushing WO and welding rod PO on attached material list. 
Placard bracket. - 
not installed on 95912 (Bell 429) 


i. Locate on cross member to set bracket in centre bay of lid. 


ii. Record placard bracket WO and welding rod PO on attached material list. 


U.C,eanup 
^ 


C. 


a. 


b. 


c. 


d. 


e. 


f. 


Grind high spots off mesh welds. 
Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. 


Straighten lid using frame attached under welding table. Work carefully, avoid excessive force 
to prevent kinking rim tubes. 


Drill #9 through lid prop bushing(s). De-burr hole(s). 


Drill for lid bumpers using 1/4" (#3) centre drill. 


i. 3 places for lids under 76" 


ii. 4 places for lids over 76" 
Remove surface rust with scotch-brite pad. 
q|£. dL cM^ dL u/h 
ie pfevious stepsl 
' 
' 
' 


12. Final Inspection 
To be completed by a différent person than th¥ pfevious step!§ 
a. Basket lid assembly for complété welds, and required minimum mesh weld locations. 


b. Material lists complété. 
c. Overall condition and conformity to drawing(s). 
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CARGO BASKET LID FABRICATION 
Complété 


(initial or SCA #) 


13. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 


d. Tag lid assembly and place into stock in préparation for assembly. 


73-04 
73-04 
0^ 
(n 
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Work Order: 


Date Opened: 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Extra Large Lid Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material .M: 
PO/WO 


94012 
94012-01 
Lid Assembly 


Step 1 
Rim Assembly 


. 2 
— 
3/4" Tube - Long Rim (97") 
4130 Steel, y4" x 0.035 Sqr. Tube 


. 2 
— 
3/4" Tube - Short Rim (22.5") 
4130 Steel, y/ x 0.035 Sqr. Tube 
no^^) 


Step 2 
^eld Rim Assembly 


. A/R 
Welâing Rod 
ER70S-2 TIG Rod 


Step 3 
Inspection - Rim 
None 


Step 4 
Frame Assembly 


. 4 
— 
3/4" Tube - Cross Member (21") 
4130 Steel, y/ x 0.035 Sqr. Tube 
I700Y 


Step 5 
70405 
Option: Frame Assembly - with walkway 


. 10 
— 
1/2" Tube - walkway 
4130 Steel, 14" x 0.035 Sqr. Tube 


Step 6 
Weld Frame Assembly 


. A/R 
Welding Rod 
ER70S-2 TIG Rod 
/^031 


Step 7 
Inspection - Frame Assembly 
None 


Step 8 
Mesh Assembly 


. 1 
~ 
Mesh (lid - 96" x 22") 
3/4-16F Expanded Mild Steel sheet 
I70-2.S- 


Step 9 
Weld Mesh 


.A/R 
Welding Rod 
ER70S-6 MIG Wire 


Work Order: 2ç(7- 


Date Opened:_ 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 
Extra Large Lid Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


Step 10 
Weld Lid Components 


. 1 
84262 
84262-01 
Upper Handie Bracket Assembly 


. . 4 
36273-01 
Lid Bracket 
321 Stainless, 0.050 Sheet 


. . 2 
36275-02 
Support 
304 Stainless, 5/16" Rod 


, A/R 
Welding Rod 
ER308L TIG Rod 
/6f02. S 


. 2 
49216-01 
Spacer (Lid prop) 
304 Stainless, Yi" Dia. 


. A/R 
Welding Rod 
ER308L TIG Rod 
/^02.S 


. 1 
36204-10 
Placard Bracket 
1018 Steel, 0.035" Sheet 


. NR 
Welding Rod 
ER70S-2 TIG Rod 
/ÙO-7^ 


Step 11 
Clean Up 


Step 12 
Inspection - Final Assembly 


Step 13 
Powder Coating 
/n ocpr 
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INITiALS 
DESCRIPTION OF CHANGE 


11/07/201* 
HUE BLOCK UPOATED: ORAMNG REFCRMATTED TO Al 


Ai A 


NOTES 


1. ROtOVC ALL BURRS ANO BRCAK SHARP EDGES 


ao» soR Tuae 
(130 STEEL CONO. N 
#30 (0.129) THROUGH 
VOIT HOl£ 
STOCK SIZE 
MATERIAL 


AERO DESIGN LTD 


OeaSA UAUSFINA ROAD 
POTTELL RIVER, BC. CANADA. VSA 003 


EUROCOPTER AS350 & AS355 SERIES 
OUICK RELEASE CARGO BASKET 
HOOP 


UNLESS OTHERWSC SPEOFVD 
DIMENSIONS ARE IN INCHES 
TOLERANCES ON: 
deomals 
angles 
X.M* ±0.010 
±1/2* 
X.XX 
±0.03 
±0.1 
@HOOP 
94030 


\n MK» njee 


-qè: 


VIEW D-D 


VIEW C-C 


SCMI 


@ATTACHMENT HCX3P ASSEMBLY 
VIEW E-E 


MOI Tuac (KF) 
1/2 MOI iuee 


@STUD 


]. KUMC V 41J0 snci TO K COamTlO Bt CTi» ICIMCO ÎQ 
ClOMS ROD fiMl 
COBOM» TO «O OtMS-Z 00 eOUIVW£NT. 
^uu. 9^T «10 r met AS »«hk ccntor cno tf 1/r nci 
TO «NMIS CAP WlMtN I* TUOC M 
ITCU I/?' TU«. 
^AOJUST ILOT or CAP (1fr42S.04) 10 FIT AS ftCOWRCa 


AERO DESIGN LTD 


mets OTHCKIIX «tCFtO 


\AEW B-B 
SMf I i < 
KCMAlS 
M«Ut 
x» laoïo 
11/2* 
A» 1003 


EUROCOPTER ASiSO 
AS355 SERIES 
QWCX RELCASE CARGO BASKET 
ATTACHMENT HOOP ASSEWBLY 
blTM JW M 
AO 94023 


REV. 
DESCRIPTION OF CHANGE 
INITIALS 
DATE 
0 
INITIAL ISSUE 


1 
UPDATE TITLE BLOCK, ADD ALTERNATE MATERIAL 
BJC 
MAR 13/14 


00.31 
REF 
0.50 


CHAMFER 0.030 MAX 
BOTH ENDS 


01) BUSHING 


NOTES 


1. REMOVE ALL BURRS AND BREAK SHARP EDGES. 


01 (ALTERNATE MATERIAL)^ 
BUSHING 
30A STAINLESS STEEL 
ASTM A269 
0.313 X 0.058 RND. TUBE 
84272-01 
01 
4130 STEEL, GOND. N 
MIL-T-6736 
0.313 X 0.058 RND. TUBE 
PART NO. 
ITEM 
DESCRIPTION 
MATERIAL 
MATERIAL SPEC 
STOCK SIZE 


QTY 
UST OF MATERIALS 


ECITON 
SID 
KWARD 
SNMTNOC 
NODAMROFM 
DNA 
ATAD 
HKM 
SI 
YRATERPORP 
DT 
OREA 
NGISED 
.DTL 
SID 
,GNMARD 
RO 
YNA 
NOITROP 
.fOEREHT 
YAM 
TOM 
ED 
,DECUOORPER 
.DEIPOC 
RO 
DETACUPUD 
M 
YNA 
,RENNAU 
RON 
DESU 
ROF 
GMRUTCAFUNAM 
TUOIDM 
EHT 
NETTIR« 
TNESNOC 
FO 
OREA 
NKSED 
.DTL 
YB 
GMTPECCA 
SID 
GNMÏARD 
ROF 
,ECNEREFER 
EHT 
TNEPOER 
SEERGA 
DT 
DLOH 
OREA 
NKSED 
.DTL 
SSELMRAH 
MQRFCD 
.ESU 
RO 
,ESUSU 
FO 
SUT 
GNNARO 
RO EHT 
NODAUROFN 
DEMATNCC 
.NCEREHT 


APPROVALS 
DATE 
AERO 
DESIGN 
.DTL 
)) 
A8889 
MALASPINA 
ROAD 


LLEWOP 
,REVIR 
,CB 
,ADANAC 
V8A 
0G3 


" 
- 
:LET 
6732.364.408 
vwir.aerodeslgn.ca 


:NWARD 
CLARKE 
03 
NOV 
2009 


.E 
NIOGRUB 


SSELNU 
OTHERWISE 
DEIFICEPS 


SNOISNEMID 
ARE 
IN 
.SEHCNI 


TOLERANCES 
:NO 


SLAMICED 
ANGLES 


X.XXX 
±0.010 
±1/2' 


X.XX 
±0.03 


X.X 
±0.1 


RETPOCILEH 
CARGO 
TEKSAB 


GNIHSUB 


ELACS1 
: 
1 


SHEET 1 
OF 
1 


.GIVD 
EZIS 


4A 


.GWO 
.ON 


84272 


.VER 
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CARGO BASKET HOOP FABRICATION - 94023 


General 


These instructions apply to cargo basket attachment hoop 94023-01. Refer to the following drawings, at the 
current revision, for dimensions and détails: 


94023, Revision 0-Attachment Hoop 
84262, Revision 1 - 
Handie Bracket Assembly 


Work Order: 
Oc)\"7 
X 


Date Open: 


Complété 


(initial or SCA #) 
xh 


1. 


. 
* 


Yt Hoop Fabrication - Yt" hoop 
Jk 


a. Cut 34" X 0.035 material to 23.0", square ends. 


Record material PO on attached material list. 
De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
Remove writing on tubes with acetone and scotch bright. 
On the hoop bending fixture, set the following stops: 
i. Upper tube stop: ??" /5" ,, 


ii. Lower bend stop: iSjnrn / 3 


b. 


c. 


d. 


e. 


f. 


h. 


i. 


j- 


Slide stock tube through bet^ing die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


Slide shim ail the way forward on bender to secure tube in die 


Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 
Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 


Check for: 


i. hoop height: 18" (Outside to outside) 


ii. adjust upper stop for height if required 


Yi. Hoop Machining - 
34" hoop - 
Handie Provisions 84262-01. 


a. Start with 34" half hoop from step 1. 
t y-'o " 


c. 


d. 


e. 


Setup manual milling machine with spécifie hoop vise Jaw. Set XY 0 on far, right edge of jaw 
(end of hoop). 


Drill 2 places, 5/16" (0.313) holes using 5/16" (#4) centre drill through both sides in accordance 
with drawing. Run at 500 RPM. Apply a few drops of Rapid-Tap cutting oil to each location 


before drilling. 


i. locate 0.2;^rom edge (within tolérance specified on drawing). 
Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 
Tag in process hoop(s) and place into stock. 
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3. 


Complété 


itial or SCA#) 


distance is 
sss 


CARGO BASKET HOOP FABRICATION - 94023 


Hoop Fabrication -1" hoop 
^ 
M M 
a. Cut 1" X 0.065 material to 
on end 60 degrees, one end @ 
16 degrees. 
^host edge of 16 deg to long edge of 60 deg. 


Record material PO on attached material list. 
De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
Remove writing on tubes with acetone and scotch bright. 
Mark tube at 15 
from long edge of 16 degree end. 


Set lower stop to 101 degrees 
*' 
fo g. slide stock tube through bending die up to mark. Rotate bending arm clockwise until tube is 


secure, ready to bend. Ensure tube remains at mark. 


Slide shim ail the way forward on bender to secure tube in die 
Using a long snipe tube, pull bending arm clockwise until stop is reached. Pull slowly with 


consistent pressure. 
Check tube bend for angle using hoop jig. Adjust stops if required. 


Check for: 


i. hoop height from jig 
, 
. ' 


ii. adjust mark for height if required 


iii. bottom length 
De-burr cut end using a sanding dise on a die-grinder or dise sander. 


b. 


g- 


h. 


r. 


J- 


k. 


I. 


4. 
Vi Hoop Machining -1" hoop 


a. Start with 1" Yz hoop as stock. 


b. 


d. 


e. 


f. 


h. 


Setup manual milling machine with standard steel vise jaws. Insert hoop into vise flat on 
bottom of vise, 16 degree side on right. Set XY 0 on far, right edge of hoop (end of hoop). Shift 
X along hoop 0.75" and set X 0. Shift Y -0.5". Set stop against end of tube. 


Drill two places, 5/8" (0.625) holes using 5/8" (#7) centre drill through both sides in accordance 


with drawing. Apply a few drops of Rapid-Tap cutting oil to each location before drilling. 
Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 
Set tube in vise with 60 degree end on right. 
Using >2" coated carbide end mill, mill slot 2.25" deep (edge to edge, 2.0 edge to centre). Apply 


a bead of Rapid-Tap cutting oil along cut line before milling. 
Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 
Tag in process hoop(s) and place into stock. 


5. Joint Préparation 


a. Set 1" hoop in hoop jig. Insert J4" hoop into 1" hoop, against side stop of jig. Mark slot location 
l 


b. 


in 1" hoop onto YY' hoop. Trim YY' hoop with vertical bandsaw if required, and shape to match 


slot with dise sander. 
Insert one 94023-07 lug (flat end) at top and 94023-05 lug (angled end) at bottom into holes in 
1" hoop. Seat top lug flush with inboard face of tube using a C-clamp or vise. Attach 16 7/8" 
spacing jig with 3/8-24 bolts to lugs and space jig 7/8" out from hoop. Mark 94023-07 lug and 


trim or grind to fit. 


6. Weîvît^ - Lfjgs 
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CARGO BASKET HOOP FABRICATION - 94023 
Complété 


(initial or SCA #) 


a. Insert one 94023-07 lug (flat end) at top and 94023-05 lug (angled end) at bottom into holes in 
1" hoop. Seat flush with inboard face of tube using a C-clamp or vise. Attach 16 7/8" spacing 


jig with 3/8-24 bolts to lugs and space jig 7/8" out from hoop. 


b. TIG weld ail around both sides of lugs. 2 places. Grind angled lug into radius of hoop before 
welding. 
c. Record lug and welding rod PO/WO on attached malp^l lisf^O 
Aô ^ AO 
73-0^; 
^^4 
' 7. Welding - 
Handie Bushings-84262-01 
(55 


a. Insert 84271-01 bushings into /4" hoop prepared in step 2. above. 


b. TIG weld bushing both sides, 2 bushings per hoop. 
c. Record bushing and welding rod PO/WO on att^l^ed mfîl^rial lisl^v^ 
AO 
Aô 
73-04 72-0 ^^4 ^^^^4 
8. Welding - Hoop Assembly 
-^5 
Ob 
Ob ^ 
a. Insert 1" hoop from step 6 and Yi" hoop from step 7 into hoop jig. Seat 34" hoop into slot in 1" 
hoop. 


b. Tack weld hoops together, minimum 4 places, to hold hoop together to complété welds out of 


jig- 
c. TIG weld around 34" hoop in slot. 


d. Cap Yi - 
1" tube joint with 76423-04 cap. TIG weld around cap. 


e. Record cap and welding rod PO/WO on attached material list. 


Finishing and Inspection 


a. Run 3/8-24 tap through welded lugs. 


b. Grind inside surfaces flush at lugs and slot in 1" tube. 


c. Inspect hoop for conformity to drawing. 


d. Tag complété and inspected hoop(s) and place into stock. 
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Work Order:^<^l7 


Date Ooened: 
'^Of7 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 
Extra Large Hoops Fabrication 


'•4 
1 of 1 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


4130 Steel, Yz" x 0.035 Sqr. Tube 
iVoSb 
ih 
94030-01 
Hoop - standard 


94023-01 
Hoop - attachment 


Step 1 
1/2 Hoop Fabrication - 1/2" hoop 


. 1 
1/2" Tube - hoop 
4130 Steel, Yz x 0.035 Sqr. Tube 
\ /o<;^ 


Step 2 
Machininq 
None 


Step 3 
1/2 Hoop Fabrication - 1" hoop 


. 1 
1" tube - hoop 
4130 Steel, -1" x 0.065 Sqr. Tube 
170 w 


Step 4 
Machininq 
None 


Step 5 
Joint Préparation 
None 


Weidinq 


Step 6 
. 1 
94023-05 
Stud 
1018 Mild Steel, 5/8" Die. 
'lOd 


. 1 
94023-07 
Stud 
1018 Mild Steel, 5/8" Die. 


Step 7 
. 2 
84262 
84272-01 
Bushing 
4130 Steel, 5/16" x 0.058 Rnd. Tube 
i 
zo/i'i^^ 


Step 8 
. 1 
76423-04 
Cap 
1018 Mild Steel, 0.050" Sheet 


.AIR 
Welding Rod 
ER70S-2 
IL07^ 


Step 9 
Finishinq and Inspection 
None 


3.: 


Aero Design Ltd. 


AMF 73-04 
9888 A Malaspina Rd. 


Powell River, BC 


Canada 


V8A 0G3 


Complété Fabrication Instructions 


Thls sheet is designed to assist in the fabrication of Aero 


Design products in accordance with the company 


Manufacturing Poiicy Manual, the Canadian Aviation 


Régulations and other applicable technical 


documentation. 


The reference column of the following table is for reference uniess a 


spécifie instruction is called out. 


The initial columns serve one column per component fabricated on 


the applicable work order. 


Nomentclature; AS350 Quick Release Ski Basket Hoop Work Order #: 
Sg, - 
Number of Units: 
C 


Model 
Requirements 
Reference 
Initial m 
7F 


AS350 
Revievw LOEP to ensure most current technical spécifications 
N/A 
-f 
IP 


AS350 
Cut a piece of matériel to 53 1/8" 
N/A 
M. 


AS350 
Cut one end at 90 degrees and the opposite end at 16 


degrees. 
N/A 
/Sa 


AS350 
At the 90 degree end measure 20 5/16 and mark, then 32 


1/8 and mark. 
N/A 


AS350 
Set tube at 20 5/16 mark, bend at that mark, set stop at 105 


deg. 
M 
Cm 


,/i 


'//F 


AS350 
Flip tube, set at next mark, bend at that mark, set stop at 86 


deg. 
N/A 


Post Fabrication Inspection 
Jpspect components to ensure conformity to the applicable design data. 


Signature; 
Licence Numberpr SCA: 
>4^ g( 


Date: 
/9q 
M 
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Aero Design Ltd. 


AMF 73-04 


9888 A Malaspina Rd. 


Powell River, BC 


Canada 


V8A 0G3 


Complété Fabrication Instructions 


This sheet is designed to assist in the fabrication of Aero 


Design products in accordance with the company 


Manufacturing Poiicy Manual, the Canadien Aviation 


Régulations and other applicable technical 


documentation. 


The reference column of the following table is for reference uniess a 


spécifie instruction is called out. 


The initial columns serve one column per component fabricated on 


the applicable work order. 


Nomentclature: 
AS350 Quick Release Ski Basket Hoop 
Work Order #: 
Number of Units: 
^ 


Model 
Requirements 
Reference 
Initial 


AS350 
Review LOEP to ensure most current technical spécifications 
N/A 
MMmi- 
AS350 
Cut a piece of material to 53 1/8" 
N/A 


AS350 
Cut one end at 90 degrees and the opposite end at 16 


degrees. 
N/A 
,7 
iut 


AS350 
At the 90 degree end measure 20 5/16 and mark, then 32 


1/8 and mark. 
N/A 
Ê/f» 


AS350 
Set tube at 20 5/16 mark, bend at that mark, set stop at 105 


deg. 


AS350 
Fllp tube, set at next mark, bend at that mark, set stop at 86 


deg. 
N/A 


Post Fabrication Inspection 


Insfîect components to ensure conformity to the applicable design data. 


Signature: 


Licence Number or SCA: /JK 0 
Date: 
,90 , 
17 
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Aero Design Ltd. 


AMF 73-04 


9888 A Malaspina Rd. 


Powell River, BC 


Canada 


V8A 0G3 


Complété Fabrication Instructions 


This sheet is designed to assist in the fabrication of Aero 


Design products in accordance with the company 


Manufacturing Policy Manual, the Canadian Aviation 


Régulations and other applicable technical 


documentation. 


The reference column of the following table is for reference uniess a 


spécifie instruction is called out. 
The initial columns serve one column per component fabricated on 


the applicable work order. 


Nomentclature: AS350 Quick Release Ski Basket Hoop 
WorkOrder#: 
Number of Units: 
ST 


Model 
Requirements 
Reference 
Initial 


AS350 
Review LOEP to ensure most current technical spécifications 
N/A 


AS350 
Cut a piece of matériel to 53 1/8" 
N/A 
/M fJJ I2M. 


AS350 
Cut one end et 90 degrees and the opposite end at 16 


degrees. 
N/A 
Df 
ij 


AS350 
At the 90 degree end measure 20 5/16 and mark, then 32 


1/8 and mark. 
N/A 
M 


AS350 
Set tube at 20 5/16 mark, bend at that mark, set stop at 105 


deg. 
cid 


AS350 
Flip tube, set at next mark, bend at that mark, set stop at 86 


deg. 
N/A 
^t.ilot.(â 


Post Fabrication Inspection 


lnspect>components to ensure conformity to the applicable design data. 


Signature: 


Licence Number or SO 
Date; 
J 
(^,^1 
M. 
1^' -- 
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Aero Design Ltd. 


AMF 73-04 


9888 A Malaspina Rd. 


Powell River, BC 


Canada 


V8A 0G3 


Complété Fabrication Instructions 


This sheet is designed to assist in the fabrication of Aero 


Design products in accordance with the Company 


Manufacturing Policy Manual, the Canadian Aviation 


Régulations and other applicable technical 


documentation. 


The reference column of the following table is for reference uniess a 


spécifie instruction is called out. 


The initial columns serve one column per component fabricated on 


the applicable work order. 


Nomentclature: 
AS350 Quick Release Ski Basket Hoop 
Work Order #: 


Number of Units: 


Model 
Requirements 
Reference 
Initial 


AS350 
Review LOEP to ensure most current technical spécifications 
N/A 


AS350 
Cut a piece of material to 53 1/8" 
N/A 
M /> 
/M 


AS350 
Cut one end at 90 degrees and the opposite end at 16 


degrees. 
N/A 
CGrj 


AS350 
At the 90 degree end measure 20 5/16 and mark, then 32 


1/8 and mark. 
N/A 
Gf 
r4 
û. 


AS350 
Set tube at 20 5/16 mark, bend at that mark, set stop at 105 


deg. 
d *t 


AS350 
Flip tube, set at next mark, bend at that mark, set stop at 86 


deg. 
N/A 
tt 


Post Fabrication Inspection 


Inspect components to ensure conformity to the applicable design data. 


Signature: 


Licence Number or SCA. 
0'( 


Date: 
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